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ABSTRACT : 

PURPOSE: To obtain easily and economically a composite metallic wire of 
various materials by irradiating an electron beam or a laser beam on an 
adhesive surface of a base metal and a clad metal, and executing the rolling or 
drawing after the local melting and welding. 



CONSTITUTION: A clad metal 2 is led by a guide roll 3 onto a base metal 1, 
and an electron beam or a laser beam 5 is irradiated on an adhesive surface of 
the base metal 1 and the clad metal 2 in a reducing atmosphere chambj 
in accordance with necessity, by which both the metals 
d locally. Subsequently, a metallic composite wire 7 of. 




obtained by executing the rolling forming by using a fo: 
'of the forming roll 6, a forming can be used. In this way 
1c wire of various combinations can be obtained easily. 




composi 



COPYRIGHT: <C) 198 6, JPO& Japio 



®&m&¥F&m(M PS61- 193792 

©Int.Cl." StgOE-f ffrtHSS-t @&§§ PS^)6mi986)8^28S 

B 23 K 20/04 6S79-4E 
15/00 1 0 4 7727-* 4E 

26/00 7362- 4E gjEgg gig gggg 1 (i3l) 

®4# 0 1660-33128 

@tB m 1660(1985) 2 21 B 

B-tmiwiPr3TBi#i# BaTO»3£6tt«fca§ 
B3rm«jJin-T3Taisi-# B5tse«5s:#ttmeiffi 

BStftrSWI|!-T3TBl#l-# BSt«K«l^^tt«aLr» 



@2£ 


'58 


* 


* ffl tt £ 


©IB 






SB 








i£ H IE e 




n 


A 


B 




m 


A 





a m m 

i . nm<nz* 
2 . a*©« n 

LT« SVIOS II^HlRCIItt , step 
L ft*0>S* ] 



Off l/t^*, 

n a m a c ft * . £v-dot*^*^ 
dt)ttT<t*^77 K»o»i©?r«tt, « H BE 

# « fc . 

^ * v> )nB««9fc. 



—495— 



* K***©*BHcBT-tr-A*fctti/-ire 

-A*BttUT*«BOBB**B0ttC8ftt/« 

«**7l/*B#*aBff*fllI*fctt3IBe»I 
b, BBI5lCi*2<Dtl±*>BttE:**fcfr*dfca> 

l nmmi 

3M Htt, *»fl<D~£BH*««**fcl£>fl!> 

^Jl(DfitffItffl0»ICfflbTliU. ft* 

o-JU6€«^T & m&B * * C t C cfc 0 WHO 

»«<D£««sfc 7 tf sen*. 



* <d c»ttK2 s bk u . »iiciao»ttoi 
&*B*tf»5n*»Btf**. 
«ic,*jiiflcAntx,B»*c*B«a*tf 
& tt < , ft*nc«Bftfl*ic 

6 B ICS U T . ^-^^^JUt:«6»U«l«0 
H B * B fcK BTtf-AXttU-lf- 

»e«i6ti, flfB©B*©-fVU-f • M70 

4 . BBOB B 

B1 B«J:tfB2Btt*«W 
& ft: 6 4) B B B . B3 B~» 6 B tt * » H tt C 
J; o T HI nUlldft(DllS8T$«. 

1 

S-BTtf-AXttU-V-e^A, 



ttiM6i-i9;f792(2) 

B2Btt*aBO)*0£BBS«**-*fc*<0 
B«BT«D, ±» L 6<Dft 3 

24>BK(D&BBd*7tfff£tia. 

(±fl) **»tt-*>l/<f ( B a * ) B <D K B C 
iif *7*K***2©BK*B*«>«fc 

L BBO.BB J 

B^ir-A*fcttu-ire-A*BBT*iit 

*&TA*6B£:*?* W^^JU«0flC*«t 

tffiKI©* 
SftB*C*B. X, COffBC J:ntf * 



7 - ft B B a * . 



ft & A #B± B T-i 



—496— 



?fU3ffl»;i-19a792(3) 



ft i a 




7: *6 



» 2 a 


S 4 

ft? 




i 




7 



* 3 B I 4 O MB It ' B 

rfrrn riyrn ~mjrn i 



—497— 



PAT-NO: 



JP404182322A 



DOCUMENT - I DENT I FI ER : 

TITLE: 

PUBN-DATE: 



JP 04182322 A 

METHOD AND DEVICE FOR 

June 29, 1992 



WELDING QUARTZ MEMBER 



INVENTOR-INFORMATION : 
NAME 

YANO, MAKOTO 
SATO, YUZURU 
YAMADA, KIYOSHI 



ASSIGNEE- INFORMATION : 
NAME 

TOSHIBA CERAMICS CO LTD 
TOSHIBA CORP 



APPL-NO: JP02306260 
APPL-DATE: November 14, 1990 



INT-CL (IPC): C03B023/20, B23K026/00 , C03B020/00 
US-CL-CURRENT: 65/DIG.8 



ABSTRACT: 

PURPOSE: To prevent thermal cracking and the redeposition of the sublimed 
vapor and to obtain a high-quality product in the laser welding by forming a 
gap between the end faces of the plural quartz members to be welded. 

CONSTITUTION: A laser beam lb is dispersed beyond a focus lc and de focused 
to irradiate a filler rod 4 arranged between quartz members 2 and 3 and the end ' 
faces 2a and 3a of the members 2 and 3, and the rod 4 is melted to make a 
padding 4a. The tip 7a of a gas spray nozzle 7 is always positioned close to 
the molten region of the rod 4, a working gas is supplied in the welding 
direction from the side to prevent the deposition of the sublimate generated by 
welding, and the entire welding zone including the padding 4a is made 
transparent. A gap 8 is set between the members 2 and 3, and a groove 13 is 
provided on the end faces 2a and 3a. Consequently, the area is increased, the 
penetration reaches to the rear, and the members are stably, uniformly and 
smoothly welded 1 since the filler is fixed. 
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